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ELECTRICAL CONDUCTOR AND CORE FOR 
AN ELECTRICAL CONDUCTOR 

CROSS REFERENCE TO RELATED 
APPLICATION 

This application is a continuation of US. patent applica 
tion Ser. No. 12/070,244 ?led Feb. 15,2008 now US. Pat. No. 
7,705,242, entitled “Electrical Conductor and Core for An 
Electrical Conductor,” Which claims priority from US. Pro 
visional Patent Application No. 60/901,404 ?led Feb. 15, 
2007, entitled “Electrical Conductor and Core for An Elec 
trical Conductor” the entire speci?cation of each of the fore 
going applications is hereby incorporated by reference. 

BACKGROUND OF THE INVENTION 

1. Field of the Invention 
The invention relates in general to electrical transmission 

and distribution cables, and more particularly, to an electrical 
conductor having a core comprising a composite construc 
tion. 

2. Background Art 
The demand for transmission and distribution cables 

increases With the greater demand for electricity. As the appe 
tite for poWer increases, neW electrical cables continue to be 
installed. Additionally, to increase capacity, other electrical 
installations are reWired With cables of greater capacity. 

Traditionally, such electrical cables comprise a central 
stranded steel core Which is Wrapped in a stranded aluminum 
conductor. Such cables have been utiliZed for decades With 
very little change. Amongst other drawbacks, such cables are 
susceptible to excessive sag in certain climates and under 
certain operating conditions. Furthermore, such cables are 
susceptible to corrosion in other environments. 

To combat the shortcomings, other composite based solu 
tions have been developed. Certain such solutions are 
described in US. Pat. No. 7,060,326; US. Pub. Nos. 2004 
0131834; 2004-0131851; 2005-0227067; 2005-0129942; 
2005-0186410; 2006-0051580; U.S. Prov. Pat. App. No. 
60/374,879; and PCT Pub. No. WO 03/091008, the entire 
disclosures of each of the foregoing are incorporated herein 
by reference in their entirety. Such solutions have replaced the 
central steel stranded core With a composite material having a 
core component formed from a carbon ?ber material embed 
ded Within a matrix and an outer component formed from a 
?ber material other than carbon embedded Within a resin. The 
core is formed by pultruding the various ?bers through pul 
trusion dies. 

Such a ?ber likeWise has a number of drawbacks. While the 
composite material is resistant to corrosion, and may be less 
susceptible to sagging, the ?ber construction and the method 
of manufacturing same leads to non-uniform cores, Which 
may not be of suf?cient strength for a particular application. 
Moreover, the placement of the carbon ?ber limits the desir 
ability of such a core. 

It is an object of the present invention to provide a core for 
an electrical conductor Which comprises a composite mate 
rial. 

It is another object of the present invention to provide an 
electrical conductor having a composite core. 

It is yet another object of the present invention to provide a 
method of manufacturing process to form a composite core 
for use in association of an electrical conductor. 
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2 
These objects as Well as other objects of the present inven 

tion Will become apparent in light of the present speci?cation, 
claims, and draWings. 

SUMMARY OF THE INVENTION 

In one aspect of the invention, the invention comprises a 
core for an electrical conductor. The core includes an inner 

core component, an intermediate cladding component and an 
outer cladding component. The inner core component com 
prises a plurality of glass based stranded members in a ?rst 
resin matrix. The intermediate cladding component sur 
rounds the inner core component and comprises a plurality of 
carbon stranded members in a second resin matrix. The outer 
cladding component surrounds the intermediate cladding 
component and comprises a plurality of glass based stranded 
members in a third resin matrix. The ?rst resin matrix and the 
second resin matrix are substantially independent of each 
other, meeting at a boundary. 

In one embodiment, the ?rst resin matrix and the second 
resin matrix comprise different materials. 

In another preferred embodiment, the inner core compo 
nent comprises a plurality of substantially boron free E-glass 
stranded members, or S-glass. In one such embodiment, the 
inner core component predominantly comprises a plurality of 
substantially boron free E-glass stranded members. 

In another preferred embodiment, the outer cladding com 
ponent comprises a plurality of substantially boron free 
E-glass stranded members or S-glass. In one such embodi 
ment, the outer cladding component predominantly com 
prises a plurality of substantially boron free E-glass stranded 
members or S-glass members. 

Preferably, the core includes a protective coating extending 
around the outer cladding component. 

In another preferred embodiment, each of the intermediate 
cladding and the outer cladding include a cross-sectional 
area. The cross-sectional area of the intermediate cladding 
component is substantially identical to the cross-sectional are 
of the outer cladding component. 

In another preferred embodiment, the ?rst matrix com 
prises a UV cured resin. Additionally, the second matrix and 
the third matrix each comprise a non-UV cured resin. 

In yet another preferred embodiment, the inner core 
includes at least one ofE-glass, D-Glass, E-CR glass, S-glass, 
R-glass, RH-glass, S2-glass. In another such embodiment, 
the inner core is substantially free of carbon ?ber strands. 

Preferably, at least one of the intermediate cladding and the 
outer cladding is helically Wound at an angle of between 10 
and 40°. 

In another embodiment, the intermediate cladding com 
prises a plurality of radially outWard layers. 

In another aspect of the invention, an electrical conductor 
can be Wrapped about the outer cladding. In one embodiment, 
the electrical conductor comprises a plurality of strands 
Which extend around the outer cladding component. 

In yet another aspect of the invention, the invention com 
prises a method of forming a core for an electrical conductor. 
The method comprises the steps of (a) forming an inner core 
component from a plurality of ?rst ?ber strands embedded 
Within a ?rst resin matrix; (b) at least partially curing the resin 
matrix of the inner core component; (c) forming an interme 
diate cladding component having a plurality of second ?ber 
strands embedded Within a second resin matrix about the 
inner core component; (d) forming an outer cladding compo 
nent having a plurality of third ?ber strands embedded Within 
a third resin matrix about the intermediate cladding compo 
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nent; and (e) curing resin matrix of each of the intermediate 
cladding component and the outer cladding component. 

In a preferred embodiment, the step of at least partially 
curing the inner core component further comprises the step of 
fully curing the inner core component. 

In another preferred embodiment, the step of at least par 
tially curing the inner core component comprises the step of 
UV curing. 

Preferably, the steps of forming an intermediate cladding 
and of forming an outer cladding component occur substan 
tially simultaneously. 

In a preferred embodiment, the method further comprises 
the step of coating the outer cladding component. 

In another preferred embodiment, at least one of the tWo 
steps of forming further comprises the step of helically Wind 
ing the ?ber strands of a respective intermediate cladding 
component and the outer cladding component. 

BRIEF DESCRIPTION OF THE DRAWINGS 

The invention Will noW be described With reference to the 
draWings Wherein: 

FIG. 1 of the draWings is a cross-sectional vieW of the core 
of the present invention, shoWing, in particular three enlarged 
portions thereof, namely enlargements A, B and C; 

FIG. 2 of the draWings is a schematic representation of an 
exemplary embodiment of a method of manufacturing the 
core of the present invention; 

FIG. 3 of the draWings is a cross-sectional vieW of an 
electrical conductor having a core of the present invention; 

FIG. 4 of the draWings is a side elevational vieW of the 
electrical conductor extending betWeen exemplary toWers or 
poles; 

FIG. 5 of the draWings is a cross-sectional vieW of an 
alternate embodiment of the core of the present invention; and 

FIG. 6 of the draWings is a top plan vieW of an embodiment 
of the core of the present invention, shoWing, in part, helical 
Windings of the intermediate cladding and the outer cladding, 
in opposing directions. 

DETAILED DESCRIPTION OF THE INVENTION 

While this invention is susceptible of embodiment in many 
different forms, there is shoWn in the draWings and described 
herein in detail a speci?c embodiment With the understanding 
that the present disclosure is to be considered as an exempli 
?cation of the principles of the invention and is not intended 
to limit the invention to the embodiment illustrated. 

It Will be understood that like or analogous elements and/or 
components, referred to herein, may be identi?ed throughout 
the draWings by like reference characters. In addition, it Will 
be understood that the draWings are merely schematic repre 
sentations of the invention, and some of the components may 
have been distorted from actual scale for purposes of pictorial 
clarity. 

Referring noW to the draWings and in particular to FIG. 3, 
an electrical conductor is shoWn at 100. The electrical con 
ductor of the type associated With the present invention is 
typically referred to as stranded overhead transmission and 
distribution conductor. Typically, such conductors are used to 
transmit and distribute high voltage poWer forming the back 
bone of the national grid, for example. With reference to FIG. 
4, the electrical conductor is typically strung betWeen elec 
trical poles and toWers 110 of varying siZes. The system 
operating voltages of such electrical conductors typically 
ranges from 2,400 V to 765,000 V, although not limited 
thereto. 
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4 
Electrical conductor 100 includes core 10 and a surround 

ing electrical conductor 102. Core 10 is shoWn in greater 
detail in FIG. 1 as comprising inner core component 12, 
intermediate cladding component 14, outer cladding compo 
nent 16 and protective coating 18. The core, When formed 
comprises a ?exible and bendable member Which, While resil 
ient, can be Wound about a conventional drum for shipment 
and installation. 
The overall electrical conductor is available in a number of 

different siZes, so as to be con?gured to carry a number of 
different and varying loads. Commonly, the overhead con 
ductors have the folloWing common names attributed to siZes, 
namely, Linnet, Hawk, Dove, Grosbeak, Drake, Cardinal, 
Bittem, LapWing, Chukar and Bluebird. At loW temperatures, 
these differently siZed conductors carry betWeen 500 Amps 
(75° C.) and in excess of 3200 Amps (180+° C.). The core 
diameters of the various siZes range betWeen approximately 
0.2" and approximately 0.5". 

Inner core component 12 includes a plurality of stranded 
member 24 embedded in a resin matrix 26. The inner core 
component de?nes a diameter 20 Which is typically of a 
substantially uniform circular con?guration. The particular 
diameter of the inner core component varies depending on the 
classi?cation of the cable and the rated capacity of the cable. 
It is contemplated for the smaller siZes, namely linnet, haWk 
and dove, the diameter of the inner core may be betWeen 
0.03125" and 0.9375", by example. For the larger siZes, 
namely, drake and larger, the inner core may be larger than 
0.9375," such as, for example, 0.1875" or larger. The forego 
ing examples are identi?ed for exemplary purposes only, and 
not intended to be limiting. 
The stranded members 24 extend substantially in parallel 

and longitudinally along the length of the core. Preferably, the 
individual stranded members comprise an E-glass material 
Which is void of any boron content. Advantageously, boron 
free E-glass is particularly useful as it resists stress corrosion 
and brittle fracture When exposed to electrical discharge in the 
presence of Water While under a tensile load condition. Pref 
erably, such ?bers have a diameter of approximately 13 
microns +/—1 micron, although not limited thereto. In such an 
embodiment, the ?bers are referred to as 410 TEX and they 
are approximately 1200 yards per pound. Typically, the core 
has a glass to resin ration of approximately 80:20+/—2. The 
tensile strength of such ?bers is approximately betWeen 500 
and 550 ksi. In other embodiments, the inner core may com 
prise any one or more of E-glass, D-Glass, E-CR glass, 
S-glass, R-glass, RH-glass, S2-glass, among others. Addi 
tionally, it is contemplated that some carbon ?bers may be 
inserted herein, although predominantly, the inner core is 
substantially free of carbon ?bers in a most preferred embodi 
ment. 

The ?rst matrix 26 may comprise any number of different 
resins Which are compatible With the stranded members 24. 
For example, the matrix 26 may comprise polyester, vinyl 
ester, epoxy, epoxy/acrylate, phenolic, urethane, thermoplas 
tics, among others. As the core composite has a Glass Tran 
sition Temperature (Tg) of betWeen 190 and 210° C., gener 
ally the matrix must be suitable for prolonged exposure close 
to if not exceeding this temperature. In the embodiment con 
templated, the matrix resin comprises a high temperature 
epoxy anhydride having a maximum Tg of approximately 
226° C. 
As Will be explained beloW With respect to the manufac 

turing method, it is highly preferred that the inner core com 
ponent is cured prior to pultrusion of the intermediate clad 
ding component and the outer cladding component. This 
insures that the intermediate and outer layers Will be suitably 



US 8,030,572 B2 
5 

centered and that sag during curing can be precluded. Fur 
thermore, separate curing of the inner core prior to the appli 
cation of an outer core greatly facilitates the proper curing of 
the entirety of the core. Still further, the separate curing of the 
different components alloWs for the use of different resin 
systems, such that the resin can be tailored to the particular 
?bers associate thereWith and so that the different resins can 
be utiliZed in different locations Within the composite core. 
Additionally, the separate curing of the inner core facilitates 
the centering of the intermediate cladding component. 

Intermediate cladding component 14 is shoWn in FIG. 1 as 
comprising cross-sectional con?guration 30, radial thickness 
32, intermediate stranded members 34 and resin matrix 36. 
The intermediate component substantially uniformly sur 
rounds the outer perimeter of the inner core component. The 
intermediate cladding component and the inner core compo 
nent cooperate to de?ne interface 23. The cross-sectional 
con?guration of the intermediate cladding comprises a sub 
stantially ring-like structure Which includes a substantially 
uniform radial thickness 32. It is contemplated that the radial 
thickness may be, for example, betWeen 0.0625" and 0.375" 
depending on the particular siZe of the overall electrical con 
ductor. The intermediate cladding component comprises a 
?ber having a diameter of approximately betWeen 6.9 and 7.2 
microns, in the preferred embodiment. Preferably, the ratio of 
?ber to the resin matrix is approximately 80:20+/—2. 

The intermediate stranded members 34 extend substan 
tially in parallel and longitudinally along the length of the 
core. Preferably, the individual stranded members comprise a 
carbon ?ber material. Advantageously, the carbon ?ber mate 
rial has a coe?icient of thermal expansion (CTE) Which is 
close to 0 or even less. Such carbon ?bers have tensile 
strength of betWeen, for example 363 and 700 ksi. Second 
resin matrix 36 comprises a material Which is selected from a 
set of materials similar to that of the resin matrix 26 of the 
inner core component. 

It is contemplated that the intermediate core comprises a 
substantially uniform material, namely carbon ?ber. HoW 
ever, it is likeWise contemplated that a plurality of layers or 
con?gurations may be included in the intermediate core. For 
example, a plurality of rings or layers 30a, 30b, 300 (FIG. 5) 
can be formed, each of Which includes different materials, 
i.e., different carbon ?ber constituents, or carbon ?ber con 
stituents interspersed With non-carbon ?ber based strands 
(i.e., glass, etc.). 
The outer cladding component layer comprises a cross 

sectional con?guration 40, a radial thickness 42, a plurality of 
stranded members 44 and a resin matrix 46. As With the 
central core component, the outer cladding component pref 
erably comprises a boron-free E-glass ?ber or S-2 glass 
Which is embedded in resin matrix 46. In addition to the 
bene?ts of boron-free E-glass ?ber set forth above, the mate 
rial fur‘ther serves to prevent galvanic corrosion betWeen the 
carbon and the layer of overlapping aluminum on the surface 
that conducts the electricity. Of course, other materials may 
be utiliZed such as the materials identi?ed for use in associa 
tion With the inner core layer, including but not limited to any 
one or more of E-glass, D-Glass, E-CR glass, S-glass, 
R-glass, RH-glass, S2-glass, among others. 

The third resin matrix 46 is the same or similar to second 
resin matrix 3 6 and, in some embodiments to ?rst resin matrix 
26. In the preferred embodiment, the resin matrix 36 and the 
third resin matrix 46 comprise the same material as the tWo 
components are formed simultaneously (i.e., they are a sin 
gular material). In certain embodiments, the ?rst resin matrix 
is different than the second and third resin matrixes. In other 
embodiments, the resin is uniform throughout. 
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The outer cladding has a substantially uniform radial thick 

ness 42 and a substantially ring-like cross-sectional con?gu 
ration. Preferably, the cross-sectional area of the intermediate 
cladding component and the outer cladding component are 
substantially identical so as to reduce boWing and similar 
conditions during the manufacturing process due to uneven 
distribution of reinforcements, and in turn, the radial thick 
nesses Will be related to each other such that the cross-sec 
tional areas are substantially identical. Of course, it is con 
templated that the cross-sectional areas may be varied. In one 
embodiment, the ?ber comprises a 250 yard per pound yield 
(although higher yields are contemplated). Additionally, the 
?ber to resin matrix, in a preferred embodiment is approxi 
mately 80:20+/—2. 

In certain embodiments, such as the embodiment shoWn in 
FIG. 6, each of the core, the intermediate cladding and the 
outer cladding may be helically Wound about the central axis 
of the resulting core. For example, the outer cladding (or a 
portion thereof) may be helically Wound about the core at 
betWeen 1° and 40°, and more preferably betWeen 1° and 7°. 
Similarly the intermediate cladding (or a portion thereof) can 
be helically Wound (in either the same or an opposing direc 
tion, as is shoWn in FIG. 6). While in the embodiment shoWn, 
the core is not helically Wound, it Will be understood that the 
core, or a portion thereof, can be helically Wound at substan 
tially the same angles. 
The protective coating surrounds the outer cladding com 

ponent and has a radial thickness 50. The protective coating 
provides UV protection as Well as precluding surface resin 
erosion and the potential for surface electrical tracking 
Among other materials, the surface coating may comprise 
organic surfacing veils such as NEXUS or Reemay (polyeth 
ylene terephthalate) based ?bers, paints, polymer coatings, 
such as surface acrylic based coatings, such as HETROLAC. 
In certain embodiments, such as the embodiment of FIG. 6, 
the protective coating can be omitted, and instead, the outer 
cladding Will comprise the outermost coating. 

With reference to FIG. 3, electrical conductor member 102 
may comprise a plurality of strands 104 Which are typically 
formed from an aluminum material (or an alloy thereof, such 
as annealed 1350 aluminum alloy or the like). Generally, the 
plurality of strands have a circular cross-section and are 
Wound about the core 10. In other embodiments, the electrical 
conductor may comprise a con?guration Wherein the strands 
are, for example, trapeZoidal so as to matingly engage about 
the core 10. One example of such a electrical conductor is 
shoWn in the above-incorporated applications, and the spe 
ci?c conductor con?gurations are hereby incorporated in 
their entirety. It Will be understood to one of ordinary skill in 
the art that the invention is not limited to any particular 
con?guration of the electrical conductor member, or any par 
ticular dimension or strand quantity thereof. Furthermore, it 
Will be understood that the invention is not limited to the use 
of any particular conductor material. 

To manufacture a electrical conductor 100 of the present 
invention, the inner core component is ?rst formed. The inner 
core may be formed by a pultrusion or UV cured process 
Wherein the individual stranded members 24 are embedded in 
resin matrix 26 (i.e., a resin bath, etc.), and, subsequently 
pulled through a die or bushing so as to compress the ?bers 
together and so as to dimensionally de?ne the ?ber (not 
shoWn). The die likeWise eliminates excess resin Which is 
present prior to the pultrusion die. 

With reference to FIG. 2, once pulled the inner core com 
ponent 12 is then cured to form an inner core rod member. In 
one embodiment, it is contemplated that the inner core com 
ponent can be fully cured and Wound upon a drum. It can then 
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be unwound to apply the intermediate cladding. In one such 
embodiment, the inner core component can be UV cured. In 
another con?guration, the inner core can be pulltruded and 
heat cured/IR cured. 

Once fully formed and at least predominantly cured, the 
intermediate cladding and the outer cladding is then posi 
tioned upon the inner core component. More speci?cally, the 
inner core component 24 is extended through a second die 
200 and leveled. Next, the resin matrix 36, 46 is applied to 
each of the intermediate stranded members 34 and the outer 
stranded members 44 at station 204. Once the resin matrix has 
been applied, the intermediate cladding is directed to the 
outer surface of the inner core component and the outer clad 
ding is directed to the outer surface of the intermediate clad 
ding. These components are pulled through the second die or 
bushing 200, Wherein the excess resin matrix is removed and 
the Wherein the intermediate and outer components are spa 
tially positioned. Finally, the resin matrix is cured. 

This process of forming and preferably, predominantly 
curing the central core component separate from the applica 
tion and curing of the intermediate component and the outer 
component is referred to as a “lost mandrel” approach that 
provides enhancements to the resulting ?ber and enhance 
ments to the manufacture thereof over and beyond the forma 
tion of other types of composite electrical core components. 
In particular, typical processes immerse all of the stranded 
members in a resin bath, and then they are all pulled through 
a die to simultaneously spatially form and dimension the core. 
Such a formation leads to variations along the length of the 
resulting core and, in turn, non-uniform properties to the 
resulting core. 

To the contrary, the dimensionally cured inner core com 
ponent provides as a centering core Which facilitates the 
uniform application of the intermediate component and the 
outer component. Speci?cally, as the core is dimensionally 
cured, and leveled, boWing of the resulting pultrusion is sub 
stantially eliminated and the pulling process can be substan 
tially uniform about the core. As such, the resulting core is 
substantially uniform and variations along the length of the 
produced core can be minimized. Furthermore, by forming 
the core ?rst, the carbon to glass ratio can be more closely 
monitored and can be selected With greater precision. Fur 
thermore, the matrix 26 is separate and distinct from the 
matrix 36 Which is typically combined With the matrix 46, and 
a boundary exists therebetWeen. Even Where the ?rst matrix 
26 is not fully cured prior to the addition of the intermediate 
core and matrix 36, the tWo matrixes are substantially sepa 
rated from each other and meet at a boundary. Moreover, by 
moving the carbon ?ber predominantly outside of the inner 
core, the effectiveness of the carbon ?ber can be greatly 
enhanced. 
Once the inner, intermediate and outer claddings are at 

least partially cured so that the resulting core is substantially 
dimensionally stable, the protective coating 50 can be applied 
thereto at 202. Speci?cally, the protective coating can be 
applied in any number of different manners, such as spraying, 
sleeving, painting, squeeging, depositing, applying a syn 
thetic veil in line, among other methods. As set forth above, 
the coating prevents resin erosion and electrical tracking and 
provides protection, such as UV protection, to the core com 
ponents. 

The foregoing description merely explains and illustrates 
the invention and the invention is not limited thereto except 
insofar as the appended claims are so limited, as those skilled 
in the art Who have the disclosure before them Will be able to 
make modi?cations Without departing from the scope of the 
invention. 
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What is claimed is: 
1. A core for an electrical conductor comprising: 
an inner core component comprising a strength member 

formed from a plurality of glass based stranded mem 
bers in a ?rst resin matrix; 

an intermediate cladding component surrounding the inner 
core component and comprising a strength member 
formed from a plurality of carbon stranded members in 
a second resin matrix, the second resin matrix being 
different than the ?rst resin matrix; and 

an outer cladding component surrounding the intermediate 
cladding component and comprising a strength member 
formed from a plurality of glass based stranded mem 
bers in a third resin matrix, 

Wherein the ?rst resin matrix is dimensionally cured prior 
to the placement of the intermediate cladding compo 
nent and the second resin matrix thereon, to in turn, form 
a substantially uniform boundary betWeen the inner core 
and the intermediate cladding, and so that the ?rst resin 
matrix remains separate from the second resin matrix, 
meeting at a boundary. 

2. The core for an electrical conductor of claim 1 Wherein 
the second matrix is different than the third matrix. 

3. The core for an electrical conductor of claim 2 Wherein 
the second matrix has a second matrix glass transition tem 
perature and the third matrix has a third matrix glass transi 
tion, Wherein the second matrix glass transition temperature 
is different than the third matrix glass transition temperature. 

4. The core for an electrical conductor of claim 3 Wherein 
the ?rst matrix comprises a UV cured thermoset resin, and 
Wherein the second matrix and the third matrix comprise heat 
cured thermoset resins. 

5. The core for an electrical conductor of claim 1 Wherein 
the inner core component is substantially free of any carbon 
stranded members. 

6. The core for an electrical conductor of claim 1 Wherein 
the outer cladding component is substantially free of any 
carbon stranded members. 

7. The core for an electrical conductor of claim 1 Wherein 
the intermediate cladding component further comprises a 
plurality of layers concentrically nested about the inner core. 

8. The core for an electrical conductor of claim 7 Wherein 
only one of the plurality of layers includes a plurality of 
carbon stranded members. 

9. The core for an electrical conductor of claim 8 Wherein 
at least tWo of the plurality of layers includes a plurality of 
carbon stranded members. 

10. The core for an electrical conductor of claim 1 Wherein 
the inner core is helically Wound along the longitudinal axis. 

11. The core for an electrical conductor of claim 10 
Wherein at least one of the intermediate cladding and the outer 
cladding are helically Wound, With at least one being helically 
Wound in an opposing direction of that of the inner core. 

12. The core for an electrical conductor of claim 1 further 
including a protective coating extending about the outer clad 
ding. 

13. The core for an electrical conductor of claim 1 Wherein 
the cross sectional area of the intermediate cladding is sub 
stantially identical to the cross sectional area of the outer 
cladding. 

14. The core for an electrical conductor of claim 1 Wherein 
the inner core component has a diameter of at least 0.03125 
inches. 

15. A method of forming a core for an electrical conductor 
comprising the steps of: 

embedding a plurality of ?rst ?ber strands in a ?rst resin 
matrix; 
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pulling the plurality of ?rst ?ber strands in the ?rst resin 
matrix embedded Within the ?rst resin matrix through a 
die or bushing to dimensionally de?ne the ?ber; 

curing the ?rst resin matrix so that it is dimensionally cured 
forming the inner core as a strength member; 5 

embedding a plurality of second ?ber strands in a second 
resin matrix; 

pulling the plurality of second ?ber strands in the second 
resin matrix along With the dimensionally cured inner 
core through a die or bushing to dimensionally de?ne the 
second ?ber strands into a ?ber around the inner core 
Wherein the dimensionally cured inner core distributes 
the second ?ber strands in a uniform manner about the 
inner core; 

embedding a plurality of third ?ber strands in a third resin 15 
matrix; 

pulling the plurality of third ?ber strands in the third resin 
matrix along With the second ?ber strands through a die 
or busing to dimensionally de?ne the third ?ber strands 
into a ?ber around the second ?ber strands; and 

curing the second resin matrix and third resin matrix to 
form strength members. 

20 
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16. The method of claim 15 Wherein the steps of pulling the 

plurality of second ?ber strands and the plurality of third ?ber 
strands occur simultaneously through a single die or bushing. 

17. The method of claim 15 Wherein the step of curing the 
?rst resin matrix further includes the step of UV curing the 
?rst resin matrix. 

18. The method of claim 17 Wherein the step of curing the 
second resin matrix and the third resin matrix comprises heat 
curing of the second resin matrix and the third matrix. 

19. The method of claim 15 Wherein after the step of curing 
the ?rst resin matrix the method further includes the steps of: 

Winding up the inner core component; and 
subsequently unWinding the inner core component prior to 

the step of pulling the plurality of second ?ber strands. 
20. The method of claim 15 Wherein the inner core com 

ponent has a diameter of at least 0.03125 inches. 
21. The method of claim 15 Wherein the die or bushing 

utiliZed for the ?rst ?ber strands is different than the die or 
bushing utiliZed for the second and third ?ber strands. 


